А) 


Quantity: 
PN: 


Description: 


Supplier: 
PO#: 
МОЯ: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 

2 

84267-01 

Cargo Basket Handle Bracket 

Aero Design 


2014-48 


Aero Design Ltd. 
" 9888 A Malaspina Rd., Powell River, BC 


V8A 0G3, 604-483-AERO (2376) 


Quantity: 1 

РМ: 36280-01 

Aircraft: All Model: All 
Description: Lid Prop 

Supplier: Aero Design 

Color: 


МОЯ: 2014-28 РОН 


Aero Design 


Parts Distribution Sheet 


For WO й 


Rev. Original 27 May 2013 


Part Number 


Form 20.F.06 


Description 


Quantity 


Approved Manufacturing Facility 73-04 


From PO or WO # 


1. Approving Civil Aviation Authority/Country 2 AUTHORIZED RELEASE CERTIFICATE 3.Form Tracking No. 
Transport Canada FORM ONE 


4. Organization Name and Address 


5. Work Order/Contract/Invoice 
AERO Design Ltd. — 9888A Malaspina Road, Powell River, ВС, МВА 063 WO 2014-55 


7. Description 8. Part Number 10. Serial/Batch No. 11. Status/Work 
Long Cargo Basket 78410-01 78401-51 New 


12. Remarks 


Modified with walkway on lid and front end cutout on LH side IAW DCL704, Black 
13a. Certifies that the items identified above were manufactured in 
conformity to: 


[] Other regulatio 
2 Approved design data and are in condition for safe operation. 


Certifies that unless othepwi 
O Non approved design data specified in block 12. е е 


13c. Approved Organization Number обме 002 | Tas-Apptoveq Organization Number | 
"q... ee 235227 
13e. Date (dd/mmmiyyyy) хі-Ма | Tte-Date (виптиууууу — 
22 July 2014 lc = | нар 


Installer Responsibilities 


This certificate does not constitute authority to install. 


Installers working in accordance with the national regulations of a country other than that specified in block 1 must ensure that their regulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14а do not constitute installation certification. In all cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national regulations before the aircraft may be flown. 


CARGO BASKET BODY FABRICATION - COMMON Polj -SS / 
Я53ғо / on + 
LK бэл ад. ТИ” 


These instructions apply to all cargo basket body assemblies. Refer to the following drawings, at the current 
revision, for dimensions and details: 


General 


Bell 206L/407 — Right side only 

69811, Revision 3 — Standard Low Mounted Basket 

94511, Revision 0 - Extra-Wide Low Mounted Basket 

94611, Revision 0 — Extra-Wide Low Mounted Ski Basket 

76611, Revision 0 - High Mounted Ski Basket 

Options 70404, Revision 2 — Front end cutout - 698 
70411, Revision 0 — Front end cutout - 945/946 


Eurocopter AS350/AS355 - left or right 
77611, Revision 1 — Short Basket 
76411, Revision З - Medium Basket (left or right) 
— 78411, Revision 2 — Long Basket 
94011, Revision 0 — Extra Large (ski) Basket 
—» Options 70406, Revision 2 - Front end cutout - 764/776/784/940 


Robinson R44 - left or right 
90611, Revision 0 - Standard Basket (left or right) 


Bell 206B - right side only 

80211, Revision 0 - Short Basket 

80311, Revision 0 - Medium Basket 

81111, Revision 0 — Long Basket 

Options 70406, Revision 2 — Front end cutout - 802/803/811 


Bell 429 - right or left 
95911, Revision 0 — Standard Basket 


Bell Medium - left or right 

75111, Revision 0 — Standard Basket 

95511, Revision 0 - Extra Large (ski) Basket 

Options 70407, Revision 1 — Front end cutout - 751 
704 , Revision — Front end cutout — 955 


MD600 
82811, Revision 0 — Standard Basket 


Options — Applicable to all models 
70403, Revision 5 — Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON Complete 


(initial or SCA #) 
Work Order: 20М-СС 
Date Open: 12 Зуме 2014 
1. Rim Assembly - Basket Воду у OL 


a. Cut and fit %” x 0.035 material to fit rim jig. 
i. 1 ог2 lid prop bushing holes in short tube - refer to drawing 


b. Record material PO on attached material list. 
c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (206L/407 XL ski) only — drill for 4 threaded bushings before assembling rim. 
2. Weld Rim Assembly. AD-os 


a. Record welding rod PO on attached material list. 
b. 94611 (206L/407 XL ski) only — weld 4 threaded bushings into inboard rim tube. 


3. Inspection A04 
AU 


a. Rim for complete welds 


4. Frame assembly — body 
a. General 
i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 
Grind corner welds from step 2 on rim to allow hoops to sit flat. 
c. Pull required hoops from stock - standard, attachment, handle. 
i. If hoops are not in stock see detailed procedure sheet for specific hoop fabrication. 
ii. Ensure vent hole is located at centre of tube to vent spine tubes. 
d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 
i. Ensure correct order and orientation of hoops. Refer to drawing. 
1. Attachment lugs are on inboard side. 
2. Handle bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 
ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 
iii. Bolt attachment lug locating jig to attachment hoops with 3/8-24 bolts. 
iv. Attach inboard and outboard hoop spacing jigs to all hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 
v. Attach bottom (spine) jig to all hoops using 1" C-clamps along the centre line of the 
basket. Ensure jig is straight prior to tightening all clamps. 
e. Cut %” x 0.035 material to fit spine jig. 
f. Cut ^" x 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 
i. Referto applicable drawing for position, not required on some baskets. 
8. Option: Cut У" x 0.035 material for front end cutout. Record material РО on attached material 
list. 
п. 90611 (R44) only: Cut %” x 0.035 material to fit front end structure. Record material PO on 
attached material list. 
i. Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 


/ 
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CARGO BASKET BODY FABRICATION - COMMON Complete 
(initial or SCA #) 
і. Record hoop WOs and material POs on attached material list. 
k. Remove writing on tubes with acetone and scotch bright. 
l. Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be closer to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 
i. Extra large baskets 
1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 
2. outboard side of hoops (handle side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim 
ii. All other baskets 
1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handle side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. А 2-95 


а. Ensure lug locating jig and hoop locating jigs are іп place. Jigs must remain іп place for as long 
as practical during welding. 

b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 

c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 

d. Record welding rod PO on attached material list. 


6. Inspection Of ) 
a. Frame assembly Юг complete welds. 


7. Mesh assembly. 
a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 
b. Cut mesh to size for body. 
c. Remove surface rust with scotch-brite. 
d. Bend body mesh — use table with bend markings on top. Lock wheels on table. 
i. For extra wide baskets only - 
1. Set %” angle along edge of table under mesh sheet. Set 1.5” square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6” C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5” - 
3.25” wide. Closer to 2.5” is preferred, full cell intersection on flange side at 
bend is required. 
3. Bend down by hand as far as possible, then use a hammer to flatten the bend 
tight against the angle on the edge of the table. 
ii. Using markings on table, align sheet to indicated edge. 
iii. Using markings on table, align 3” tube to required position and clamp tube in place. 
iv. Bend mesh by hand tightly over tube along length of tube. 
v. Keeping mesh in place, un-clamp 3” tube, move to other position and clamp tube in 
place. 
vi. Bend mesh by hand tightly over tube along length of tube. 
e. Install attachment lug jig onto basket frame. 


Page 3 of 6 30 November 2013 


CARGO BASKET BODY FABRICATION - COMMON Complete 
(initial or SCA #) 
f. Ensure end struts are welded in basket frame if required by the drawing. 
g. Insert mesh into basket. 
i. General 

1. Some cells may interfere with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not cut cells off. 

2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 
minimize welds located off mesh intersections. 

3. Ensure mesh reaches all edges of basket BEFORE trimming. Regardless of 
progress in clamping, remove clamps and shift mesh if required. 

4. Ensure сіесо clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 

ii. Extra large baskets only - seat corner of mesh with flange into inboard upper corner ої 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 

iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 

iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 
into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove all extra clamps. 

v. Clamp mesh to spine in at least 1 place per section. 

vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove all extra clamps. 

vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require 7 to 1 cell to be removed over some or all of the length of 
the basket. De-burr cut edges with a sanding disc on a die-grinder. Straighten cut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 
trimming. 

viii. Trim ends to land on hoops, at mesh intersections if possible. 

h. Cut mesh to fit ends. Record material PO on attached material list. 
i. Remove surface rust with scotch-brite. 
ii. Ensure mesh is cut at intersections where possible. 
ій. Bend top edge of mesh 1/8"-3/16" down at 45 degrees 
iv. Cut for front end cutout if required. 
i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material РО on attached material 
list. 
i. Remove surface rust with scotch-brite. 
ii. Ensure mesh is cut at intersections where possible. 
ій. Вепд top edge of mesh 1/4" down at 60 degrees. 
iv. Fit mesh to front end of basket. 
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САКСО ВАЗКЕТ ВОРУ ЕАВВІСАТІОМ - СОММОМ Complete 
(initial or SCA #) 
8. Weld mesh to frame assembly per drawing. -0 
a. Ensure lug locating jig is in place prior to welding. 
b. General welding requirements for all baskets, MIG welding: 
i. Every intersection at top edges. 
ii. Every intersection at ends. 
iii. First 5 intersections down on hoops, then every second intersection. 
iv. Every intersection along spine. 
v. Extra large baskets — every intersection along corner. 
мі. Every intersection around ends 
мії. Every intersection along struts (if applicable) 
c. Bend and trim cells bent in to fit mesh as required and weld in position. 
Grind high spots off body mesh welds on ends before welding end mesh. 
е. 90611 (R44) only - weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 
f. Record welding rod PO on attached material list. 


e. 


9. Weld basket components 
a. TIG weld lid prop bushing(s), one or two per drawing. А р-о5 
і. Record welding rod РО on attached material list. 
ii. Record lip prop bushing WO on attached material list. 
b. TIG weld caps to close top of 1” hoops as applicable. 
c. 94611 (Bell206L/407 XL ski) only: cut rim over cross tube gap. 
i. Cut inboard rim on aft end. Grind flush with hoops. 
ii. TIG weld caps on open tubes. 
iii. Record cap material PO on attached material list. 
d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 
i. Record welding rod PO on attached material list. 
ii. Record placard bracket WO on attached material list. 


10. Clean up oL 


a. Grind high spots off mesh welds. 

b. Tighten mesh using special pliers. Tighten enough to remove “oil canning”, where mesh springs 
in or out. Do not tighten іп corners of hoops, mesh will be deformed. 

Drill 49 through lid prop bushing(s). De-burr hole(s). 

d. Remove surface rust with scotch-brite pad. 


11. Final Inspection о. 


To be completed by а different person than the previous steps. 
a. Basket body assembly for complete welds, and required minimum mesh weld locations. 
b. Filled vent holes — usually on hoops 
c. Overall condition and conformity to drawing(s). 
i. Hoops for height. 

ii. Rim for width and length and alignment. 

iii. Lid prop lugs in correct ends. 

iv. Fore/aft strut in hoop if required by drawing. 
d. Material lists complete. 


9 
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САВСО ВАЗКЕТ ВОРУ ЕАВВІСАТІОМ - СОММОМ Complete 
(initial or SCA #) 
e. Tag complete basket body assembly in preparation for powder coating. 
12. Powder Coating 

a. Parts are to be powder coated white in accordance with commercial practices. 
b. Record powder coating PO. 
c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in preparation for assembly. 
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Work Order: Эр! -S5 Material Tracking Sheet 1 of 2 
Eurocopter AS350 / AS355 


Date Opened: /7 200 22/4 Long Basket Body Fabrication 
Detail 
Ass'y Ste Drawing | |Рагі Number Description Material PO/WO 


— 
78411-01 Basket Assembly 
Step 1 —— Rim Assembl 
2 | БЕ 


| 3/4" Тире - Long Rim (93.25" 4130 Steel, %” x 0.035 Sqr. Tube (“ee 
32 | | 3/4" Tube - Short Rim (22.5" 4130 Steel, 34” x 0.035 Sar. 


Step 2 ШЕШ Weld Кт Assembl 


LAR | fe Welding Rod ER70S-2 TIG Rod POR /goos 


Step 3 ШЕШЕ Inspection - Кт Мопе 
Step 4 | | Frame Assembl 


.4 | 9 176421-01 Hoop - standard 4130 Steel, И" x 0.035 Sqr. Tube А199 
2 | _____|76423-01 Attachment hoop (ай PU- 
L8. | т 1/2" Tube - spine 4130 Steel, И" x 0.035 Заг. Tube (400 
Step 4.4. = 70406 70406-01 Option: Front End Cutout 
|. | (70406-03 1/2" Tube 4130 Steel, И" x 0.035 Sqr. Tube 1400 
| 1] | 170406-04 1/2" Tube 4130 Steel, И" x 0.035 Sqr. Tube 1460 
Step 5 кш Weld Frame Assembl | 
LAR | fe Welding Rod ER70S-2 TIG Rod 0 #24 229 
Step 6 epo Inspection - Frame Assemb! None 
Step 7 i uu Mesh Assembl 
+" ИШ» Mesh (Воду - 48" x 92.25" 3/4-16F Expanded Mild Steel sheet |70 
LS. o o = Mesh (End - 22" x 17" 3/4-16F Expanded Mild Steel sheet D 
.. | ИШ — 
LAR | = | Welding Rod ER70S-6 MIG Wire По FE /4005 


Work Order: до Ч- CS Material Tracking Sheet 2 of 2 
Eurocopter AS350 / AS355 


Date Opened: 17 Juve 20/4 Long Basket Body Fabrication 
Detail 
Ass'y Ste Q Drawing |Рап Number Description Material PO/WO 
Step 9 NINN Weld Basket Components 
Step 9.a. 2 I — 49215-01 Spacer (Lid prop 304 Stainless Steel, и" Dia. $/03 2014 - 35 
LAR | fe Welding Rod ER308L TIG Rod DE (4029 
Step 9.b. al -- Cap 1018 Mild Steel, 0.032" Sheet ро <7 (2 //7 
LAR | ____|-- Welding Rod ER70S-2 TIG Rod fof |«ос 


Step 10 р Сїеап Ор Мопе 
Step 11 i ии Inspection - Final Assembl None 
Step 12 NM Powder Coating 


' CARGO BASKET LID FABRICATION - COMMON do It] "EL 
. General А535 | ong м elle iy 


These instructions apply to all cargo basket lid assemblies. Refer to the following drawings, at the current 
revision, for dimensions and details: 


Bell 206L/407 — Right side only 

69812, Revision З - Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0 — Extra-Wide Low Mounted Ski Basket 

76612, Revision 0 — High Mounted Ski Basket 


Eurocopter AS350/AS355 - left or right 

77612, Revision 1 — Short Basket 

69812, Revision 3 - Medium Basket (left and right) 
— 78412, Revision 2 — Long Basket 

94012, Revision O — Extra Large (ski) Basket 


Robinson R44 - left or right 
90612, Revision 0 - Standard Basket (left or right) 


Bell 206B - right side only 

80212, Revision O — Short Basket 
80312, Revision 0- Medium Basket 
81112, Revision 0 — Long Basket 


Bell 429 - right or left 
95912, Revision 0 — Standard Basket 


Bell Medium - left or right 
75112, Revision 0 — Standard Basket 
95512, Revision 0 — Extra Large (ski) Basket 


MD600 
82812, Revision 0 - Standard Basket 


Options 


— > 70405, Revision 3 - Walkway 
70402, Revision 1 — Lid Door 
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CARGO BASKET ПО FABRICATION Complete 
(initial or SCA #) 
г Work Order: 20144-55 


Date Open: |? JUNE 201 
1. Віт Assembly - Basket Lid Ao 


a. Cutand fit м" x 0.035 material to fit rim jig, 45 degree ends. 

i. 1 or 2 lid prop bushing holes in short tube - refer to drawing 
b. Record material PO on attached material list. 
c. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 4 0-05 


a. Record welding rod РО on attached material list. 


3. Inspection 
a. Rim for complete welds 


4. Frame assembly - Lid or 


a. General 
i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 
b. Insert rim from step 2 into jig. 
c. Cut and fit %” x 0.035 material, 21" long, for lid cross members. 
d. Record material PO on attached material list. 
e. Remove writing on tubes with acetone and scotch bright. 
f. Drill vent holes into rim to vent cross members into rim. 
8. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to jig. 


5. Frame assembly – Lid with optional walkway modification 74 
a. Fit cross members to rim in accordance with step 4. 
b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 
C. Cut %” x 0.035 material for walkway stringers to fit between lid cross members. Record 
material PO on attached material list. 


d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 
6. Weld frame assembly. AD-os 


a. Record welding rod PO on attached material list. 
b. Jigs must remain in place for as long as practical during welding. 


7. Inspection al 


a. Frame assembly for complete welds. 
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CARGO BASKET LID FABRICATION Complete 


(initial or 5СА/Н) 
8. Mesh assembly. 


Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 

a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 
b. Cut mesh to size for lid. 

c. Remove surface rust with scotch-brite. 

d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembly per drawing. AD-os 
a. General welding requirements for all lids: 
i. Every intersection on all edges. 
ii. First 5 intersections along cross members, then every second intersection. 
b. MIG weld both short sides. 
c. Clamp lid over spacer at centre of lid to pre-tension mesh. 
i. 34” for lids under 76" 
ii. 1" (check) for lids over 76” 
d. Weld remainder of mesh as indicated in a. 
e. Record welding rod PO on attached material list. 


10. Weld lid components. #0-05 
а. Handle brackets, locate іп accordance with drawing. 
i. Standard location: %” outside of last cross member on both ends. 
ii. Record handle bracket WO and welding rod PO on attached material list. 
b. Lid prop bushing(s). 
i. one or two in accordance with drawing. 
ii. Record lip prop bushing WO and welding rod PO on attached material list. 
c. Placard bracket. — not installed on 95912 (Bell 429) 
i. Locate on cross member to set bracket in centre bay of lid. 
ii. Record placard bracket WO and welding rod PO on attached material list. 


11. Clean up ff 


a. Grind high spots off mesh welds. 
b. Tighten mesh using special pliers. Tighten enough to remove “oil canning”, where mesh springs 
in or out. 
c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 
d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
e. Drill for lid bumpers using 1/4” (#3) centre drill. 
i. 3 places for lids under 76” 
ii. 4 places for lids over 76” 
f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
To be completed by a different person than the previous steps. 


a. Basket lid assembly for complete welds, and required minimum mesh weld locations. 
b. Material lists complete. 
c. Overall condition and conformity to drawing(s). 
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САКСО ВАЗКЕТ ПО РАВВІСАТІОМ Complete 


(initial or SGAY#) 
і 13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 
b. Record powder coating PO. 

c. Inspect powder coating on receiving. 

а. Tag lid assembly and place into stock in preparation for assembly. 
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Work Order: 201-6% Material Tracking Sheet 1of2 | 
Eurocopter AS350 / AS355 


Date Opened: 17 20,6 2014 Long Lid Fabrication 
Detail 
Ass'y Ste Drawing |Рап Number Description Material PO/WO 


= 
78412-01 Lid Assembly 
Step1 шин Rim Assembl 


3/4" Tube - Long Віт (93.25) 4130 Steel, У" x 0.035 Sqr. Tube 19 


—— 3/4" Tube - Short Rim (22.5" 4130 Steel, 34” x 0.035 Sqr. Тире |7425 
Step 2 шие Weld Кт Assembl 

LAR | fe Welding Rod ER70S-2 TIG Rod Not /Ф 005 
Step 3 ШЕШ Inspection - Rim None 
Step 4 ШЕ ШИН Frame Assembl 

A | — la 3/4" Tube - Cross Member (21") 4130 Steel, %” x 0.035 Sqr. Tube | LI L 
Step 5 ЕЕ 70405 Option: Frame Assembly - with walkwa | 

28.1...» 1/2" Tube - walkwa 4130 Steel, 7" х 0.035 Sqr. Tube 00% 
Step 6 “1. Weld Frame Assembl 

LAR | = |a Welding Rod ER70S-2 TIG Rod ГО ём OOS 
Step 7 шин Inspection - Frame Assembl None 
Step 8 ти Mesh Assembl 

A |  — = Mesh (lid - 92.5" x 22" 3/4-16F Expanded Mild Steel sheet |ҸӢТ 
Step 9 иш Weld Mesh 

LAR | [- Welding Rod ER70S-6 MIG Wire V OF /по0о- 


Work Order: Jolf-SS 
Date Opened: /7 27/6 2014 


Detail 
Ass'y Ste Drawing 


- шин 


84262 
= 
ue 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


Part Number Description Material PO/WO 
Weld Lid Components 
84262-01 Upper Handle Bracket Assembl усі 2014 «287 
36273-01 Lid Bracket 321 Stainless, 0.050 Sheet 
36275-02 Support 304 Stainless, 5/16” Rod 
Welding Rod ER308L TIG Rod foe Vtoz.s 


mm 49216-01 Spacer (Lid prop 304 Stainless, 2" Dia. о ort- OF 


ШАВ _|_____-- 


21 


АВ | | 
eee | | 


we | | 
wee | | | 


Welding Rod ER308L TIG Rod 2% /402 7 

36204-10 Placard Bracket 1018 Steel, 0.035” Sheet wot 2,014 -/%- 
Welding Rod ER70S-2 TIG Rod VO É 4009 
Clean Up 


Inspection - Final Assembl 


Powder Coating 


| | | (p iü - Sr 


„ CARGO BASKET ASSEMBLY - COMMON (Ck AST Wwe id ot 


General 


These instructions apply to all cargo basket assemblies. Refer to the following drawings, at the current 
revision, for dimensions and details: 


Bell 206L/407 — Right side only 

69810, Revision З - Standard Low Mounted Basket 
94510, Revision 0 - Extra-Wide Low Mounted Basket 
94610, Revision 0 — Extra-Wide Low Mounted Ski Basket 
76610, Revision 0 — High Mounted Ski Basket 


Eurocopter AS350/AS355 - left or right 

77610, Revision 1 — Short Basket 

76410, Revision 3 - Medium Basket (left or right) 
78410, Revision 2 — Long Basket 

94010, Revision 0 — Extra Large (ski) Basket 


Robinson R44 - left or right 
90610, Revision 0 — Standard Basket (left or right) 


Bell 206B - right side only 

80210, Revision 0 - Short Basket 
80310, Revision 0 - Medium Basket 
81110, Revision 0 — Long Basket 


Bell 429 — right or left 
95911, Revision 0 - Standard Basket 


Bell Medium - left or right 
75111, Revision 0 - Standard Basket 
95511, Revision 0 - Extra Large (ski) Basket 


MD600 
82811, Revision 0 - Standard Basket 


Options 
70405, Revision 3? — Lid Walkway 


ве1оҒ5 30 November 2013 


ПР 


CARGO BASKET ASSEMBLY - COMMON Complete 


= (initial or SCA #) 
Work Order: QO Іш Б 5 


Date Open: 


1. Lid Assembly 2004 _ 


а. Install lid bumpers on bottom. 
i. Fill bumper holes with RTV silicone sealant. 
ii. Insert 49205-14 lid bumper, 3 or 4 places рег lid. 


b. Install placard on bracket on top of lid. 
i. Locate placard on bracket. 
ії. Drill #30 through placard and bracket, using holes in placard. 
iii. Remove placard and de-burr holes in placard and on bracket. 
iv. Locate placard on bracket, and cleco in place. 
v. Rivet placard with four CR3213-4-02 CherryMax rivets. 


c. Option: Install walkway on top of lid (lid must be fitted with walkway provisions) 
i. Note: avoid touching surface of tread plate with bare hands to prevent smudges or 
marks on the top surface. 
ії. Pull tread plate from stock. Shear tread plate to length. 
iii. De-burr edges of tread plate with scotch-brite disc on die-grinder. 
iv. Locate tread plate on lid. Hold tread plate in place with bags of lead shot. 
v. Mark and drill #30 holes: 
1. 0.25” from edge of tread plate, centre on cross members (0.38”) 
2. 0.25” from edge of tread plate, middle of each walkway stringer 
vi. De-burr and counter-bore (if required to provide clearance of rivet head on checker 
pattern) all holes in tread plate using %” piloted counter bore on both sides. 
мії. De-burr holes in lid tubes. 
viii. Apply bead of RTV silicone sealant along all tubes under tread plate. 
ix. Set tread plate in place, secure with clecos if necessary. 
x. Rivet placard with CR3213-4-02 CherryMax rivets 


d. Record PO/WO of all parts (including lid) used in steps above on attached material tracking list. 


2. Body Assembly {96 
a. Install attachment fittings 
i. Carefully remove excess powder coat from around attachment lug threads using a 
countersink. 
ii. Run 3/8-24 tap into attachment lugs to clear threads. 
iii. Apply anti-seize compound to attachment fittings 96710-01 (alternate: Ancra 40088-14) 
iv. Install attachment fittings with two NAS1149F0363P washers in four lugs in basket. 
1. 90610 (Robinson R44) basket only: 
a. Install 1 fitting 906?? in lower forward attachment lug only. 
b. Install З 96710-01 fittings in remaining locations. 
v. Torque to ?? 
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CARGO BASKET ASSEMBLY - COMMON Complete 
(initial or SCA #) 
b. 946 Basket Only: Install Cutout Brace - must be completed after hinge installation | 
i. Locate 94621-01 Brace over aft cross tube cutout 
ii. Install two AN4-6A bolts and two AN4-30A bolts with NAS1149F0463P washers. 
iii. Torque AN4 bolts to ?? 


c. Record PO/WO of all parts (including basket) used in steps above on attached material tracking 
list. 


3. Hinge Installation Bow 
a. Prepare hinge. 
i. Cut hinge to length: 
1. 776,906 — 54" 
2. 751, 803 - 70" 
3. 698, 764, 945 – 72" 
4. 784-90” 
5. 940, 946, 959 — 95" 
ii. Drill #30 pilot holes using hinge jig. For long hinges, flip at specified location on jig. 


b. Install hinge on basket 
i. Locate hinge on basket (standard baskets) 
1. centre fore/aft 
2. 0.15" — 0.18" up from bottom edge 
ii. Locate hinge on basket (extra wide baskets) 
1. centre fore/aft 
2. set hinge at 90 degrees (as if lid would be installed) using a small square, locate 
vertical side at 22.5" from outboard edge. 
iii. Drill #30 through holes in hinge into basket rim. Cleco in place with 1/8 (copper) clecos. 
iv. Drill holes up to 421 through hinge and rim. Replace 1/8 clecos with 5/32 (black) clecos. 
v. Remove hinge and de-burr holes in hinge and basket rim. 
vi. Cleco hinge to basket with 5/32 clecos. 
vii. Install hinge with CherryMax rivets 
1. CR3523-5-02 monel rivets - last 2 rivets in each end 
2. CR3213-5-02 aluminum rivets — all other locations 


c. Install lid on basket 
i. Locate lid on hinge (all baskets) 
1. center fore/aft 
2. 0.15" — 0.18" down from top edge 
ii. Drill #30 through holes in hinge into lid rim. Cleco in place with 1/8 clecos. 
iii. Drill holes up to #21 through hinge and rim. Replace 1/8 clecos with 5/32 clecos. 
iv. Remove hinge and de-burr holes in hinge and lid rim. 
v. Cleco lid to hinge with 5/32 clecos. 
vi. Install hinge with CherryMax rivets 
1. CR3523-5-02 monel rivets - last 2 rivets in each end 
2. CR3213-5-02 aluminum rivets — all other locations 


30 November 2013 


CARGO BASKET ASSEMBLY - COMMON Complete 
(initial or SCA #) | 
d. Record PO ої hinge and rivets on attached material tracking list. 


4. Install Handle KE 
a. Install handle brackets. 
i. Set 84267-01 handle bracket on provisions in hoops, 2 places. 
ii. Install AN3-11A bolt, NAS1149F0363P washer (2), MS21044N3 nut. Two places per 
bracket, two brackets per basket. 
iii. Torque AN3 bolts to ??. 


b. Install handle 
i. Trim 36278-01R and 36278-01L springs to ensure end of spring does not extend past 
edge of handle bracket, approximately 1/8”. Set springs over bushing of 84261-01 
handle assembly. 

ii. Grease two 36275-01 bushings with 22. Insert into bushings of handle assembly. 

iii. Locate handle on basket lid. Insert AN3-12A bolt with NAS1149F0363P through bracket 
on lid and handle bushing on one end of handle. 

iv. On other end of handle, hook spring over catch rivet on handle assembly and use spring 
tool to twist spring to catch arm on bracket on lid while inserting AN3-12A bolt with 
NAS1149F0363P washer through lid bracket and handle bushing. 

v. Atfirst end, remove bolt and repeat step iv. 

vi. Install NAS1149F0363P washer and MS21044N3 nut on both AN3-12A bolts. 

мії. Torque AN3 bolts to ??. 


c. Check handle 
i. Operate handle to ensure handle does not bind and springs hold handle in. 
ii. Snap handle into brackets to ensure handle locks. 


d. Record PO/WO of all parts used in steps above on attached material tracking list. 


5. Install lid brace 4006 

a. Locate 36280-01 lid brace оп bushing in basket. Ensure brace is оп forward end of basket as it 
will be installed on the helicopter. 

b. On lid end, insert AN970-3 washer into end of lid brace. Insert AN3-15A bolt with 
NAS1149F0363P washer through AN970-3 washer, lid prop, and lid bushing. Install 
NAS1149F0363P washer and MS21044N3 nut on bolt. 

c. On basket end, insert AN3-17A bolt with AN970-3 washer through lid prop and basket bushing. 
Install NAS1149F0363P washer and MS2144N3 nut on bolt. 

d. Ensure brace is seated on lip of bushings before tightening nuts. 

e. Torque AN3 bolts to ?? 

f. Record PO/WO of all parts used in steps above on attached material tracking list. 
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CARGO BASKET ASSEMBLY - COMMON Complete 


(initial or 5 #) 
6. Final Inspection 


Dual inspection by a different person than assembled the basket. 
a. Check for general condition and correct assembly: 
і. Bolts are tight 
ii. Rivets are installed correctly 
iii. Handle operates correctly 
iv. Lid brace operates correctly 
b. Check that PO/WO numbers have been recorded. 
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Work Order: 


. Date Opened: 


Ass'y Ste 


Step 1 
Step 1.a. 


Step 1.b. 


Step 1.c. 
(option) 


Step 2 
Step 2.a. 


Step 3 


Step 4 
Step 4.a. 


Detail 
Drawing |Рап Number 


= 
78410-01 


ар |78412-01 
2.4 | |49205-14 
ARI [- 
1. [78427-01 
..4 | | |cR3213-4-02 


= — 70405-04 
| АЕ | [CR3213-4-02 
| АЕ | 


2АВ| ____|-- 


AA | ______|78411-01 
..4 | ______[|96710-01 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Assembly 


Description 
Cargo Basket Assembly 


Lid Assembl 
Basket Lid Assembl 
Bumper 

Sealant 

Placard 

Cherry Rivet 


Lid Step Modification 
Tread Plate 

Cherry Rivet 
Sealant 


Basket Assembl 
Basket Body Assembl 
Fitting 


2.8 | |NAS1149F0663P Washer 


A | |М520001Р4 
.8 |  |cR3523-5-02 
AR | | |cR3213-5-02 


= ршн 84267-01 
224 | |ANS-11A 


Hinge Installation 
Piano Hinge 
Cherry Rivet 
Cherry Rivet 


Handle Installation 
Bracket 
Bolt 


w ви panam NAS1149F0363P Washer 


..4 | м921044м3 


Nut 


Material 


Argus Industries Bumper 
Commercial Silicone RTV sealant 
0.063 Sheet, 6061-T6 Aluminum 


3003 Aluminum Tread Plate, 0.063" 


Commercial Silicone RTV sealant 


Alternate: Ancra 40088-14 


90" 


Delrin, 54” Sheet 


» 
а 
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ль | 
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Work Order: 


, Date Opened: 


Ass'y Ste 


Step 4.b. 


Step 5 


Step 6 


Material Tracking Sheet 2of2 
Eurocopter AS350 / AS355 
Long Basket Assembly 


Detail 

Drawing [Part Number Description Material PO/WO 
"m 84261-01 Handle Assembl 

..2 | | |36278-01 Spring (1 left, 1 right 304 Stainless, 1/16" Dia Music Wire 245 opt 


..2 | | |36275-01 Bushing Brass, 5/16" Dia хо 2ОГ?- 
2.2 | |AN3-12A Bolt 
гого NAS1149F0363P Washer oss TUE 


1.2 | |М521044М3 Nut 205 
MEE Lid Brace Installation 

La J | 36280-01 Brace Assembl NOR SOH=2 
|1. |АМЗАЯА Bolt 

1.1. |АМЗАТА Bolt E эн? 


L2 | |дАМмо70-3 Washer 


== NAS1149F0363P Washer aŭ ok 
2 | |MS21044N3 Nut os 


шин Inspection None 
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Work Order: 


Ass'y Ste 


Step 1 


Step 2 


Step 3 


Step 4 


Step 5 


Step 6 


Date Opened: 


201Ч- 55 Material Tracking Sheet 


Eurocopter AS350 / AS355 
Extra Large Basket Handle Assembly 


Detail 
Q Drawing {Part Number Description Material PO/WO 
шин 

| 184261 84261-01 Handle Assembly 
mE Weld Lever Assembl 

.2 | 184265-01 Lever 304 Stainless, 0.105 Sheet доЧ-37 
.2 | 136274-01 Bushing 304 Stainless, 7/16" х 0.065 Rnd. Tube 2с4-37 
.2 | -|MS20615-4M3 Rivet Qoik- 

пир Welding Rod ER308L ТІС Rod . (02% 


Fabricate Handle Bar 


A | 136277-01 Handle Bar 316 Stainless, 1.0 x 0.065 Rnd. Tube | 77 


Weld Handle Assembl None - Fuse weld, no rod req. 


ШЕШ Inspection - Final Assembl None 
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WELD FIRST 5 INTERSECTIONS DOWN 
AND EVERY SECOND INTERSECTION AFTER 


TYP ALL HOOPS 
CALGARY, ALBERTA, CANADA, TEE 6R7 


MATERIAL SPEC 


INSERT SPACER (ITEM 09) AND WELD IN PLACE 
TRANSPORT CANADA APPROVALS, DAR 290M 


DRILL 5,0 196) THROUGH 


DRILL 1/2 (0.5) INTO OU' 
BOTH 


fax: (403) 250-8333 


EUROCOPTER AS350 & AS355 SERIES 


WELD EVERY INTERSECTION 
BASKET BODY ASSEMBLY 


/NOTE 


UST OF MATERIALS 


QUICK RELEASE CARGO BASKET 


AERO DESIGN LTD 


CONSULTING ENGINEERS, 


39TH AVENUE МЕ, 


VIEW LOOKING АТ INNER SURFACE OF BAKSET 


4130 STEEL COND. N Ге т Й X 0032 SOR TUBE 
4130 STEEL COND. N |мі-Т-6736 3/4 Х 0.032 SOR TUBE 
[==— esa ess анна 


tel: (402) 260-8027 


2013 - 


SHEET 1 OF 1 


AVA 
(со 
УУУУУУУУУУУУУУУУ 


DLE 
(TYPICAL) 
= ——— 
| эж | 


UNLESS OTHERWISE SPECIFIED 


INITIAL ISSUE 
CHANGED ATTACH HOOP 76423-01 ТО 76423-07 
DIMENSIONS ARE IN INCHES. 


DESCRIPTION 


WELD EVERY INTERSECTION: 


. BURGON 


+0.03 
101 


ооруса) 
тє 


HANOLE BRACKET ASSEMBLY 


| 01 [BASKET BODY ASSEMBLY 
OVALS 
СВ. RATHWELL 
DECIMALS 
ххх 0.010 
ххх 
хх 


А 


Ш 
APPRI 
La 
CHECKED: 


10000009 


EER 


| | 
l AO Oj 
AIM 
OO ONO 
OO Oj 
AAA AAA OOO 
ШИН 
пон M NYY 
AVIV) 


YAW Уу NT MRNA мн 
MOJ ХК A ӨЛӨН 
YQ MON АКО 

w УУУУУУУУУУУУУУУУ 


A BN XXX КК 
МИКА 00) (хо 
хил Мэн 2 
ТОНН M AAJ 
MAO Н КК 
тени AAA 
рийг ӨРӨӨН 
ШУУУУУУУ, мийн 
MANNA KANO (550 
(сек (ок 
МУ UN 
M 
\ 


ORI 


А 


и 


N 


КА 


МУ 


== 
AWAY 
y AIM 
N MOANN 
( оо 
( кака 


Ta 
Y 
^ 
^^ 
M 
Y 
NW 
M 
Ууу 
н 


$ 


М 


МУ 
+++ 
QUU 
QUU 
QUU 
QU) 
VM 


7 
Y 
| 
\ 


M 


i 


| 


76423-07 | 05 [ATTACHMENT HOOP 


ГАИ __________| 04 |БОЏАНЕ ТЈВЕ _ 3 $ $— | 


LY ПУ R A KJ a | |: a | |: з тара PA 
= 


Lz| 84262|08| 


нн 
кк 


| 
у) 
VA 


MANN 


| 
0) 


| 


4. ү NC AMAN 
QU 


AAA XX) V АХАУ 
\\ 00000 КАК (ШІ ХХ AM ANN + ^ 
АДАШ 


ЛЭН А АНКА | 
L 


СК 


N us AYO 

M MNA MON \\ NAM MN 
NW M ARADO DAO 
у AAA OOJ 
SON OOO OO 
(еи AA 
кк (ки 
ИИК УХУУУУУУУУУУУУЛЛАН 
МИ) QNM 

ANANAS МУХУУУУМУУ 
Кик XI X DANA 
M | АИ 


M ф 
КОХ 
(ү) КО 
(ККК) 
QUU WWW 
M QUUU 


WELD ALL INTERSECTION ON SPINES 


| 
V Муу 


1 
| 
И 


- CENTRE ТО CENTRE ON LUGS 


VAN 


^t 


ANY 


ААМ 


56.250 
BASKET BODY ASSEMBLY 


КИКИ 
KAU 
+ 
Aj 
V 
М 
+ 


QOO 
VA, N 
QU 
(XX 


MN 
% 
е 
Vi 
A 
A 
Vi 
% 
М 
UV 


(| 
( 


OUI 
Ын 
МУ 
) 
% 
) 
A 


% 
++ 
A 
AM 


У 
M 
ХӨӨЖ КАКАО 


MN 
ҮН 
ñ 
0 
N 
A 
WY 


| 
AW 

МУ 
И 


YY 
(с 
ККК 


ХУ 


INSTALL ITEM 8 (HANDLE BRACKET ASSEMBLY) IN ACCORDANCE WTH AERO DESIGN LTD. DRAWING 84262 


WHEN ASSEMBLY IS COMPLETE, FILL ALL VENT HOLES WITH ROSETTE WELD. 
ТУР 2 PLACES. 


3. WELDING OF 4130 STEEL TO BE COMPLETED BY СТАЖ METHOD TO AMS 2685С. 


WELDING ROD SHALL CONFORM TO ER70S—2 OR EQUIVALENT. 


AN 
VA 
V 


(| 


2. PRIOR ТО WELDING, DRILL 3/32 VENT HOLES IN ASSEMBLY FOR VENTING ОҒ WELD GASES. 
5. THOROUGHLY CLEAN AND POWDER COAT BASKET SUB-ASSEMBLIES PRIOR TO ASSEMBLY. 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES 
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QUICK RELEASE CARGO BASKET 


AERO DESIGN LTD. 
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REMOVE ALL BURRS AND BREAK SHARP EDGES 


2. WELDING OF 4130 STEEL TO BE COMPLETED BY GTAW METHOD TO AMS 2685С. 


WELDING ROD SHALL CONFORM TO ER7OS~-; 
SN INSTALL ITEM 5 (HANDLE BRACKET ASSEMI 


TYP 2 PLACES. 


4. WHEN ASSEMBLY IS COMPLETE, FILL ALL VENT HOLES MTH ROSETTE WELD, 
5. THOROUGHLY CLEAN AND POWDER COAT BASKET SUB-ASSEMBLIES PRIOR TO ASSEMBLY. 
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NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 
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POWELL RIVER, BC, CANADA, УВА 003 
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EUROCOPTER А5350 & AS355 SERIES 
QUICK RELEASE CARGO BASKET 
HOOP 
“4 gio Ni 
76421 | 1 | | 


oa50*8 те ами 8 


DRILL % (0.313) 
2 PLACES 


1/2" TUBE (REF) 


BASKET HANDLE 
PROVISIONS ASSEMBLY 


1/2" TUBE (REF) 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 
2. DRILL 430 VENT HOLE IN HOOP FOR VENTING ОҒ WELD GASES. 


3. WELDING OF 4130 STEEL TO BE COMPLETED BY СТАМ METHOD TO АМ52685С. 
WELDING ROD SHALL CONFORM TO AMS ER70S-2 OR EQUIVALENT. 


Думи. SLOT INTO ITEM 1" TUBE AS SHOWN. CONTOR END OF 1/2" TUBE 
TO MINIMIZE GAP BETWEEN 1" TUBE AND ITEM 1/2" TUBE. 


AN usr SLOT OF CAP (78423-04) TO FIT AS REQUIRED 


Å влѕкет HANDLE PROVISIONS ARE INSTALLED IN ACCORDANCE WITH AERO DESIGN 
DRAWNG 84262. DIMENSIONS AND PARTS SHOWN ARE FOR REFERENCE ONLY. 


1" TUBE (REF) 


1* TUBE (REF) 


(01) ATTACHMENT HOOP ASSEMBLY 


SCALE 1 : 1 


ATTACHMENT HOOP ASSEMBLY 
USED ON 78411 
ALL FEATURES SIMILAR ТО 76423-01 EXCEPT STUDS. SEE SECTION C-C 
SCALE 1:1 


(05) (76423-01 ASS'Y) 
(06) (76423-07 ASS'Y) 


TAP DRILL Q (0.332) 
ТАР 3/8-24 UNF-2A 
0.75 DEEP 


TAP DRILL Q (0.332) 
ТАР 3/8-24 UNF-2A 
075 ОБЕР 


[2I На Жанын ӨМ 1: an nr a ae 
ДГ р 84262-01| 08 [BASKET HANDLE PROVISIONS ASSEMBLY _ 0 —  ,] — 52 1| = 0 SS] 
| ______76423—06 | 06 sO ______________| ико STEEL | | [и 1010/1020 [e063 ROO 7 | 

[мар STEEL — 3 [аі 1010/1020 |9063 00 = | 


AERO DESIGN LTD. 


9888А MALASPINA ROAD 
POWELL RIVER. BC, CANADA, V8A 0G3 
TEL 004.483.1378 my merodesign са 
EUROCOPTER А5350 & AS355 SERIES 
QUICK RELEASE CARGO BASKET 
ATTACHMENT HOOP ASSEMBLY 
хххх +0.010 


xxx +0.03 
хх +01 


V. DESCRIPTION OF CHANGE INITIALS DATE 


го | INITIAL_ISSUE 
жа INCREASE LOAD TO 250 LBS / 113 KG 


DRILL #30 (0.129) 
4 PLACES 
o QUICK RELEASE BASKET o 
= EUROCOPTER А5350 & AS355 SERIES 
1. ENGRAVE 0.007 DEEP AS FOLLOWS: S/N 78401-01 


"QUICK RELEASE BASKET” — 0.125 HIGH MAXIMUM PERMISSIBLE LOAD 


Хун 78401 KE O08 МОН Oa 250 LBS/113 KG 


"MAXIMUM PERMISSIBLE LOAD” — 0.125 HIGH 
"250 LBS/113 KG” - 0.200 HIGH AERO DESIGN LTD. 


"AERO DESIGN LTD.” - 0.125 HIGH CALGARY, ALBERTA, CANADA 
"CALGARY, ALBERTA, CANADA” - 0.080 HIGH O 403-250-8027 O 
"403-250-8027" - 0.080 HIGH 


78427-01| 01 [PLACARD 6061—T6 ALUMINUM 00-А-250/11 0.063 5НЕЕТ 


РАКТ МО. DESCRIPTION MATERIAL MATERIAL SPEC STOCK SIZE 


LIST OF MATERIALS 


838 | APPROVALS | 
ШИ ЗЭН асан. DATE AERO DESIGN LTD. 
FE 52 ` В. RATHWELL | 18 FEB 08 | CONSULTING ENGINEERS, TRANSPORT CANADA APPROVALS, DAR 290M 
з 


се 2013 - ЗӨТН AVENUE N.E., CALGARY, ALBERTA, CANADA, Т2Е 6R7 
E. BURGOIN -____- tel: (403) 260-8027 fax: (403) 250-8333 www.aerodesign.ca 


: ! UNLESS OTHERWISE SPECIFIED EUROCOPTER AS350 & AS355 SERIES 
DIMENSIONS ARE IN INCHES. QUICK RELEASE CARGO BASKET 


TOLERANCES ON: 
DECIMALS ANGLES PLACARD 


e~ таро 21/2" Г золе т: т [96 SIZE DWG. NO. REV. 
та тва2т | i| | 


"NOJUJHI ОЗММІМОО NOLLVIRIOJNI JHL YO ONMVUO SIHI 
2 зи YO “ISN IHL нож SSTWRIVH 1011 но6за 


Омам ТЮН 01 S3349V 1МЭМ038 JHL 
они. 


